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PURPOSE: To eliminate the trouble, which may occur when foaming urethane 
is used as core material, in the forming of a fiber reinforced resin formed body. 

CONSTITUTION: Reinforcing glass fiber mats 1 and 2, between which an elastic 
bag 3 is arranged, are set in molds. Air having the pressure, which is higher 
than the pressure of resin to be poured, is forced in the elastic bag 3. Next, 
molten resin is poured in the reinforcing glass fiber mats. After the hardening 
of the resin, the molds are opened so as to demold a formed article, within 
which the hollow elastic bag is left as its shape is kept. 
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PURPOSE: To provide an insert-molded article, the thickness of the outer periph- 
eral covering part of which can be molded peripherally uniform and its manufac- 
turing method and mold by a method wherein the positioning of insert member 
inserted in the mold is ensured. 

CONSTITUTION: The moid concerned is characterized by making the outer periph- 
eral surface of the outer peripheral covering part 6, which covers the outer 
periphery of an insert member 3 such as washer or the like, a tapered surface 
8. At the same time, the small diameter side edge of the tapered surface 8 
is made to abut against the outer peripheral surface of the insert member 3 
so as to position the insert member at molding, in order to uniformly hold a 
gap 14 peripherally between the outer periphery of the insert member 3 and 
the inner periphery of an annular wall 15 in a mold 10 in order to mold the 
outer peripheral covering part 6. 
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PURPOSE: To make it possible to uniformly propagate pressing force over the 
whole surface of a formed article and consequently realize favorable in-moid 
transferability and, at the same time, high back surface properties by a method 
wherein molding material is pressure-molded through cushioning material in 
the mold when thin-walled article is produced by compressing the molding 
material in the mold. 

CONSTITUTION: In the method for manufacturing a thin-walled article by 
compressing molding material with and in molds made of rigid bodies, a cavity 
mold 1 is made of rigid body and a core mold 3 is provided with cushioning 
material 2 or made of material having cushioning properties. As the cushioning 
material 2, rubber * sheet, asbestos sheet or the like is used. When the 
releasabihty of the- cushioning material 2 is poor, releasant 4 such as polyamide, 
polyethylene terephthalate or the like is applied on the surface of the cushioning 
material 2. Thus, molding material made of crosslinked methacrylate-based 
resin, especially of methacrylate-based partially crosslinked gel-like polymer 
can be favorably molded under heat and pressure. 
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